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Description 

This invention relates generally to rubber- 
backed dust control floor mats of the type which 
have a pile surface on one side and a rubber or 
rubber-like material on the other side. Mats of this 
type are generally used in access ways where 
people tend to brush or scrape their feet in order to 
prevent carrying of moisture and/or dirt, accumu- 
lated on their footwear, into other areas of the 
premises. Normally these mats are located in areas 
of high pedestrian traffic, such as doorways. 

In recent years certain dust control mats, such 
as that shown in US-A-4,741 ,065, have been mol- 
ded with cleats on the bottom surface thereof to 
prevent walking or creeping of the mats when 
placed on a surface to be protected. It has been 
found that this type of mat has a tendency to have 
higher edge rippling than uncleated mats. This 
rippling effect is very noticeable in those mats in 
which the cleats on the undersurface thereof ex- 
tend generally to the edges of the rubber mat. 

Therefore, it is an object of this invention to 
provide a method to produce a cleated dust control 
mat that has substantially reduced edge rippling 
characteristics. 

In accordance with a first aspect of the inven- 
tion there is provided a dust control mat compris- 
ing: a pile surface fabric, a rubber or rubber-like 
material connected to said pile surface fabric and 
extending beyond at least two edges of said pile 
surface fabric and a plurality of friction resistant 
cleats on the bottom of said rubber-like material 
under said pile surface fabric but not extending 
beyond at least said two edges thereof (as is 
known generally from US-A-4741 065); characteris- 
ed in that a border portion of said rubber-like 
material extending beyond at least said two edges 
of said pile surface fabric is thicker than the body 
of said rubber-like material under said pile surface 
fabric, and said rubber-like material has an arcuate 
shaped transition area between the body of the 
rubber-like material and the thicker edges thereof, 
said border portion lying fiat on the ground, in use, 
and the bottom surfaces of the cleats being sub- 
stantially co-planar with the bottom surface of the 
border portion. 

In accordance with a second aspect of the 
invention there is provided a pad for use in forming 
cleats in a dust control mat backed by rubber or 
rubber-like material, comprising a length of silicone 
or silicone-Iike material having two longitudinal 
edges and having a horizontal surface with a plural- 
ity of perforations formed therein (as is known 
generally from US-A-4741 065); characterised in 
that the distance between the longitudinal edges of 
the pad is less than the distance between the 
longitudinal edges of the mat to be formed and in 



that said pad is cut along said longitudinal edges at 
an angle to said horizontal surface of between 10" 
and 25 * so as to provide an inclined undersurface 
along said longitudinal edges. 
5 In accordance with a third aspect of the inven- 

tion there is provided a method of forming a unitary 
dust control mat having a pile fibre upper surface 
and a rubber or rubber-like backing comprising the 
steps of: placing a pad of perforated silicone or 

w silicone-Iike material on the surface of a conveyor 
belt, placing a strip of rubber or rubber-like material 
on top of the silicone-Iike pad placing a layer of 
pile fabric on top of the rubber-like material to form 
a layered structure, indexing the layered structure 

15 into a heated press moulding machine, applying 
pressure to the layered structure in the press 
moulding machine to vulcanize the rubber-like ma- 
terial and cause the rubber-like material to pass 
through the perforations in the silicone-Iike pad to 

20 form cleats, indexing the vulcanised and adhered 
layered structure to a stripping station outside the 
press moulding machine and stripping the compos- 
ite structure from the conveyor belt and the 
silicone-Iike pad (as is known generally from US-A- 

25 4731275); characterised in that said silicone-Iike 
pad has a width less than the desired dust control 
mat, the strip of rubber-like material being placed 
on top of the silicone-Iike pad such that its longitu- 
dinal edges overlap the edges of the silicone-Iike 

30 pad, vulcanisation of the rubber-like material further 
causing the longitudinal edges thereof to bend over 
the edges of the silicone-Iike pad to form uncleated 
border portions of a thickness greater than the 
body of the rubber-like material, and said rubber- 

35 like backing extending beyond at least two of the 
edges of said pile fiber upper surface. 

In accordance with a forth aspect of the inven- 
tion there is provided a method of making a cleat- 
ed, unitary dust control mat comprising the steps 

40 of: placing a perforated silicone or silicone-Iike pad 
having perforations therein onto a conveyor belt, 
placing a rubber or rubber-like backing material 
over the silicone-Iike pad, placing a pile fabric on 
top of the rubber-like backing material to form a 

45 layered structure, placing the layered structure into 
a heated press moulding machine, supplying heat 
and pressure to the layered structure to cause the 
rubber-like backing to be vulcanised to the pile 
fabric, and the rubber-like material to be forced 

so through the perforations in the silicone-Iike pad to 
form cleats, and stripping the vulcanised dust con- 
trol mat off the conveyor belt and the silicone-Iike 
pad (as is known generally from US-A-4731275); 
characterised in that said silicone-Iike pad has a 

55 width less than the desired dust control mat, the 
longitudinal edges of the silicone-Iike pad being cut 
at an angle to provide an inclined undersurface 
therealong; and in that the rubber-like backing ma- 
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terial is placed over the silicone-like pad with the 
edges thereof extending beyond the longitudinal 
edges of the silicone-like pad, vulcanisation of the 
rubber-like backing causing the longitudinal edges 
of the silicone-like pad to be bent over by the 
rubber-like backing to form uncleated rubber-like 
edges for the dust control mat of greater thickness 
than the body of the rubber-like backing material. 

Other objects and advantages of the invention 
will become readily apparent as the specification 
proceeds to describe the invention with reference 
to trie accompanying drawings, in which: 

Figure 1 is a schematic representation of the 
dust control mat manufacturing machine; 
Figure 2 shows a molded dust control mat as it 
exits from the press molding machine; 
Figure 3 is the dust control mat preassembled 
prior to molding thereof; 

Figure 4 shows the molded dust control mat 
prior to being stripped off the conveyor belt; and 
Figure 5 is a partial cross-sectional view of a 
completed, vulcanized dust control mat. 
In the preferred form of the invention the mats 
10 consist of pile yams 14 of cotton, polyester, etc. 
tufted through a woven or nonwoven substrate 16 
of suitable material with the bottom 18 of the tufts 
adhered to the rubber or rubber-like backing 20 
during vulcanization. Molded integral with or other- 
wise secured to the bottom of the backing 20 are a 
plurality of anti-creep cleats 22. Each of the mats 
commonly have a border portion 24 therearound. 

The mat 10 of this invention is assembled, 
molded and vulcanized on the machine, generally 
designated 26, of Figure 1. The machine 26 uses 
an endless, Teflon-coated conveyor belt 27 to carry 
the mats 10 from the assembly station 28, through 
the preheater 30 into the press molding apparatus 
32 and out to the separating station 34. The press 
molding apparatus can be of any suitable type 
such as that shown in US-A-4,447,201 . To over- 
come or alleviate the above-mentioned edge rip- 
pling problems it is desired to produce a dust 
control mat which has the bottom of the outer two 
longitudinal edges uncleated and a thickness of 
rubber at such edges which is approximately 10% 
greater in thickness than the rubber in the body of 
the rubber mat. 

In production of dust control mats prior to the 
herein-disclosed invention the mats were preas- 
sembled at station 28 by just laying down a perfo- 
rated silicone pad or silicone-like pad such as butyl 
rubber on the conveyor belt 27. The silicone pad 
was of a length to accommodate one dust control 
mat or a plurality of mats and had a width at least 
equal to the desired width of rubber backing. Then 
a rubber backing was placed over the silicone pad 
and a tufted fabric placed on top of the rubber 
backing. The conveyor belt 27 was then indexed to 



place the preassembled mat in the preheater 30 
which has a temperature in the range of 115'C - 
127* C (240- F - 260 *F). When the conveyor belt 
has been indexed another dust control mat is 

5 preassembled at station 28 while the first preas- 
sembled mat is being preheated. After a period of 
approximately four (4) minutes the conveyor belt 
27 is again indexed to place the preheated mat into 
the press mold 32 and the second preassembled 

10 mat into the preheater 30 while a third mat is being 
preassembled. In the press mold 32, at a tempera- 
ture in the range of approximately 160*C - 171 *C 
(320 *F - 340 *F) the rubber backing is vulcanized 
to the tufted fabric under the action of a pressing 

T5 force to extrude the soft rubber through the per- 
forations in the silicone pad to form the cleats 22 
therein. 

After another four (4) minutes the conveyor belt 
27 is again indexed to move the first vulcanized 

20 mat into the stripping station to be removed from 
the silicone pad and the conveyor belt 27 while the 
second and third preassemblies are being indexed 
into the press mold 32 and the preheater 30, re- 
spectively, and a fourth preassembled mat is being 

25 put together. 

It should be understood that a multiplicity of 
silicone pads can be placed side by side and can 
be any desired length. Also, depending on the size 
of the mat a plurality of mats can be treated 

30 simultaneously at any one station depending on the 
size of the assembly station, preheater or press 
mold, etc. The above-described method produces 
a dust control mat of reduced thickness due to a 
portion of the rubber from the rubber backing being 

35 used to produce the cleats. This loss of rubber was 
approximately 10% and contributed to the edge 
rippling problem. 

To overcome this problem a perforated silicone 
pad 36 was selected which is 5 - 10 cm (2 - 4 

40 inches) narrower along each longitudinal edge so 
the longitudinal edges 38 will maintain the original 
rubber thickness while the cleats 22 are being 
formed on the interior of the mat 10 during press 
molding. In the preferred form of the invention the 

45 smooth longitudinal edge or border 38 will have a 
thickness of about 1.32 mm (52 mils) while the 
body of the rubber backing will have a thickness of 
about 1 .2 mm (47 mils) thereby providing a stiffen- 
ing effect at the edges to reduce the tendency to 

so ripple. 

To prevent excessive stress between the body 
of the rubber backing material and the longitudinal 
edge or border 38 at the transition point 40 it is 
desired to have a radius of curvature rather than a 
55 sharp vertical transition. To accomplish this, as 
shown in Figure 3, the longitudinal underedges of 
the silicone pad are cut at an angle 42 of between 
10* - 25*, preferably 20*. so that during molding 
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and vulcanization it will bend or deflect over as 
shown in Figure 4 to form the radius 40 as shown 
in Figure 5. 

The above modifications provide a cleated dust 
control mat in which the rubber backing has 
smooth longitudinal edges of a thickness of 10% 
greater than the thickness of the cleated body of 
the rubber backing. These thicker longitudinal 
edges or borders provide a stiffening effect which 
reduces rippling tendencies and increases tear 
strength. Increased tear strength is particularly im- 
portant along longitudinal edges where most of 
border tearing usually occurs. This additional thick- 
ness also causes the edges to curl down to in- 
crease the tendency to hug the covered surface. 
Additionally, since the width of the silicone pads 
has been reduced, the cost of the pad has been 
reduced while ease of handling, because of re- 
duced size, has been increased. Although the pre- 
ferred embodiment of the invention has been de- 
scribed, it is contemplated that many changes may 
be made without departing from the scope or spirit 
of the claims. 

Claims 

1. A dust control mat (10) comprising: a pile 
surface fabric (14, 16), a rubber or rubber-like 
material (20) connected to said pile surface 
fabric (14, 16) and extending beyond at least 
two edges of said pile surface fabric (14, 16) 
and a plurality of friction resistant cleats (22) 
on the bottom of said rubber-like material (20) 
under said pile surface fabric (14, 16) but not 
extending beyond at least said two edges 
thereof; characterised in that a border portion 
(38) of said rubber-like material (20) extending 
beyond at least said two edges of said pile 
surface fabric (14, 16) is thicker than the body 
of said rubber-like material (20) under said pile 
surface fabric (14, 16), and said rubber-like 
material (20) has an arcuate shaped transition 
area between the body of the rubber-like ma- 
terial (20) and the thicker edges thereof, said 
border portion (38) lying flat on the ground, in 
use, and the bottom surfaces of the cleats (22) 
being substantially co-planar with the bottom 
surface of the border portion (38). 

2. The dust control mat (10) of Claim 1 wherein 
the border portion (38) is approximately 10% 
thicker than the body of said rubber-like ma- 
terial. 

3. A pad (36) for use in forming cleats (22) in a 
dust control mat (10), backed by rubber or 
rubber-like material, comprising a length of sili- 
cone or silicone-like material having two lon- 



gitudinal edges and having a horizontal surface 
with a plurality of perforations formed therein; 
characterised in that the distance between the 
longitudinal edges of the pad (36) is less than 

5 the distance between the longitudinal edges of 

the mat (10) to be formed and in that said pad 
(36) is cut along said longitudinal edges at an 
angle (42) to said horizontal surface of be- 
tween 10' and 25* so as to provide an in- 

w dined undersurface along said longitudinal 

edges. 

4. The pad (36) of Claim 3 wherein said angle is 
approximately 20 • . 

5. A method of forming a unitary dust control mat 
(10) having a pile fibre upper surface (14, 16) 
and a rubber or rubber-like backing (20) com- 
prising the steps of: placing a pad of perfo- 

20 rated silicone or silicone-like material (36) on 

the surface of a conveyor belt (27), placing a 
strip of rubber or rubber-like material (20) on 
top of the silicone-like pad (36), placing a layer 
of pile fabric (14, 16) on top of the rubber-like 

25 material (20) to form a layered structure, index- 

ing the layered structure into a heated press 
moulding machine (32), applying pressure to 
the layered structure in the press moulding 
machine (32) to vulcanize the rubber-like ma- 

30 terial (20) and cause the rubber-like material 
(20) to pass through the perforations in the 
silicone-like pad (36) to form cleats (22), index- 
ing the vulcanised and adhered layered struc- 
ture to a stripping station (34) outside the 

35 press moulding machine (32) and stripping the 

composite structure from the conveyor belt 
(27) and the silicone-like pad (36); charac- 
terised in that said silicone-like pad (36) has a 
width less than the desired dust control mat 

40 (10), the strip of rubber-like material (20) being 

placed on top of the silicone-like pad (36) such 
that its longitudinal edges overlap the edges of 
the silicone-like pad (36), vulcanisation of the 
rubber-like material (20) further causing the 

45 longitudinal edges thereof to bend over the 
edges of the silicone-like pad (36) to form 
uncleated border portions (38) of a thickness 
greater than the body of the rubber-like ma- 
terial (20), and said rubber-like backing (20) 

so extending beyond at least two of the edges of 

said pile fiber upper surface (14, 16). 

6. The method of Claim 5 wherein the layered 
structure is preheated (30) prior to passage 

55 into the press moulding machine (32). 

7. A method of making a cleated, unitary dust 
control mat (10) comprising the steps of: plac- 
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ing a perforated silicone or silicone-like pad 
(36) having perforations therein onto a con- 
veyor belt (27), placing a rubber or rubber-like 
backing material (20) over the silicone-like pad 
(36), placing a pile fabric (14, 16} on top of the 
rubber-like backing material (20) to form a lay- 
ered structure, placing the layered structure 
into a heated press moulding machine (32), 
supplying heat and pressure to the layered 
structure to cause the rubber-like backing (20) 
to be vulcanised to the pile fabric (14, 16), and 
the rubber-like material (20) to be forced 
through the perforations in the silicone-like pad 
to form cleats (22), and stripping the vulcanis- 
ed dust control mat (10) off the conveyor belt 
(27) and the silicone-like pad (36); charac- 
terised in that said silicone-like pad (36) has a 
width less than the desired dust control mat 
(10), the longitudinal edges of the silicone-like 
pad (36) being cut at an angle to provide an 
inclined undersurface therealong; and in that 
the rubber-like backing material (20) is placed 
over the silicone-like pad (36) with the edges 
thereof extending beyond the longitudinal 
edges of the silicone-like pad (36), vulcanisa- 
tion of the rubber-like backing (20) causing the 
longitudinal edges of the silicone-like pad to be 
bent over by the rubber-like backing (20) to 
form uncleated rubber edges (38) for the dust 
control mat (10) of greater thickness than the 
body of the rubber backing material (20). 

8. The method of Claim 7 wherein the layered 
structure is preheated (30) prior to being sup- 
plied to the press moulding machine (32). 

Patentanspruche 

1. FuBmatte (10) mit einem Polflachengewebe 
(14, 16), einem Kautschuk- Mate rial oder kaut- 
schukahnlichen Material (20), das mit dem ge- 
nannten Polflachengewebe (14, 16) verbunden 
ist und Uber wenigstens zwei RSnder des ge- 
nannten Polflachengewebes (14, 16) hinaus- 
ragt, und einer Vielzahl von mit Reibungswi- 
derstand behafteten Noppen (22) auf der Un- 
terseite des genannten kautschukahnlichen 
Materials (20) unter dem genannten Polfla- 
chengewebe {14, 16), jedoch nicht Uber die 
genannten wenigstens zwei RSnder desselben 
hinausragend, dadurch gekennzeichnet, daB 
ein Randabschnitt (38) des genannten kaut- 
schukahnlichen Materials (20), der Uber wenig- 
stens die genannten zwei Rander des genann- 
ten Polflachengewebes (14, 16) hinausragt, 
dicker ist als der Hauptteil des genannten kaut- 
schukahnlichen Materials (20) unter dem ge- 
nannten PolflSchengewebe (14, 16), und das 



genannte kautschukahnliche Material (20) ei- 
nen bogenformigen Ubergangsbereich zwi- 
schen dem Hauptteil des kautschukahnlichen 
Materials (20) und dessen dickeren Random 
5 aufweist, wobei der genannte Randabschnitt 

(38) im Gebrauch auf dem Boden flach aufliegt 
und die Unterseiten der Noppen (22) im we- 
sentlichen in derselben Ebene wie die Unter- 
seite des Randabschnitts (38) angeordnet sind. 

10 

2. FuBmatte (10) nach Anspruch 1, bei der der 
Randabschnitt (38) etwa 10% dicker ist als der 
Hauptteil des genannten kautschukahnlichen 
Materials. 

75 

a Kissen (36) zur Verwendung bei der Ausbil- 
dung von Noppen (22) in einer FuBmatte (10), 
die eine Unterlage aus Kautschuk Oder kaut- 
schukahnlichem Material aufweist, mit einem 

20 Stack Silikon-Material oder silikon3hnlichem 

Material mit zwei Langskanten und einer waa- 
gerechten Flache mit einer Vielzahl von darin 
ausgebildeten Perforationen, dadurch gekenn- 
zeichnet, daB der Abstand zwischen den 

25 Langskanten des Kissens (36) kleiner ist als 

der Abstand zwischen den LSngskanten der 
herzustellenden Matte (10), und daB das ge- 
nannte Kissen (36) entlang der genannten 
Langskanten gegenQber der genannten waage- 

30 rechten FlSche unter einem Winkel (42) zwi- 

schen 10* und 25* beschnitten ist, urn ent- 
lang den genannten Langskanten eine schrage 
Unterseite zu schaffen. 

35 4. Kissen (36) nach Anspruch 3, bei dem der 
genannte Winkel etwa 20 * betragt 

5. Verfahren zum Herstellen einer einteiligen FuB- 
matte (10) mit einer Polfaser-Oberseite (14, 16) 

40 und einer Kautschuk- Unterlage oder kaut- 

schukahnlichen Unterlage (20), umfassend die 
Arbeitsschritte: Auflegen eines Kissens aus 
perforiertem Silikon oder silikonahnlichen 
Werkstoff (36) auf die Oberfiache eines Trans- 

45 portbandes (27), Auflegen eines Streifens 
Kautschuk-Material oder kautschukahnlichen 
Materials (20) auf das silikonahnliche Kissen 
(36), Auflegen einer Lage Polgewebe (14, 16) 
auf das kautschukahnliche Material (20), derart, 

so daB eine Schichtstruktur gebildet wird, Weiter- 

transportieren der Schichtstruktur in eine be- 
heizte Formteilpresse (32), AusUben von Druck 
auf die Schichtstruktur in der Formteilpresse 
(32), derart, daB das kautschukahnliche Materi- 

55 al (20) vulkanisiert und durch die Perforationen 

im silikonahnlichen Kissen (36) zur Ausbildung 
von Noppen (22) geleitet wird, Weitertranspor- 
tieren der vulkanisierten und in sich haftenden 
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Schichtstruktur zu einer Abstreifstation (34) au- 
Berhalb der Formteilpresse (32), und Abstreifen 
der Verbundstruktur vom FSrderband (27) und 
dem sitikonMhnlichen Kissen (36). dadurch ge- 
kennzeichnet, daB das silikonahnliche Kissen 
(36) von kleinerer Breite als die angestrebte 
FuBmatte (10) ist, wobei der Streifen kaut- 
schukahnlichen Materials (20) auf das silikon- 
ahnliche Kissen (36) in der Weise aufgelegt 
wird. daB seine Langsrander die Rander des 
silikonahnlichen Kissens (36) Uberlappen, das 
Vulkanisieren des kautschukShnlichen Materi- 
als (20) ferner bewirkt, daB dessen Langsran- 
der sich Uber die Rander des silikonahnlichen 



hinausragen, wobei das Vulkanisieren der kaut- 
schukShnlichen Unterlage (20) bewirkt, daB 
Uber die Langsrander des silikonahnlichen Kis- 
sens die kautschukahnliche Unterlage (20) ge- 
5 bogen wird und noppenfreie KautschukrSnder 

(38) fur die FuBmatte (10) von einer Dicke 
grSBer als der Hauptteil des kautschukShnli- 
chen Unterlagenmaterials (20) bildet. 



Revendlcations 

1. Tapis anti-poussiere (10) comprenant : un tissu 
de surface a poil (14, 16), une matiere (20) 
caoutchouteuse ou analogue au caoutchouc 
assembled audit tissu de surface a poil (14, 
16) et s'&endant au-dela. d'au moins deux 
bords dudit tissu de surface a poil (14, 16), et 
une seVie de boutons (22) re*sistants au frotte- 
ment preVue sur la surface infeVieure de ladite 
matiere (20) analogue au caoutchouc, au-des- 
sous dudit tissu de surface a poil (14, 16), 
mais qui ne dSborde pas au-dela d'au moins 
les deux bords pr£cit£s de ce tissu, caractSrise* 
en ce qu'une partie de bordure (38) de ladite 
matiere (20) analogue au caoutchouc, qui de*- 
borde au-dela d'au moins les deux bords prS- 
cit^s dudit tissu de surface a poil (14, 16) est 
plus £paisse que te corps de ladite matiere 
(20) analogue au caoutchouc situSe au-des- 
sous dudit tissu de surface a poil (14, 16), 
ladite matiere (20) analogue au caoutchouc 
present© une zone de transition de forme ar- 
quee entre le corps de la matiere (20) analo- 
gue au caoutchouc et les bords plus 6pais de 
cette matiere, ladite partie de bordure (38) 
£tant appuy£e a plat sur le sol en utilisation et 
les surfaces infeVieures des boutons (22) 6tant 
sensibtement dans le m§me plan que la surfa- 
ce infSrieure de la partie bordure (38). 

2. Tapis anti-poussiere (10) selon la revendication 
1, dans lequel ia partie bordure (38) est d'envi- 
ron 10 % plus gpaisse que le corps de ladite 
matiere analogue au caoutchouc. 

3. Semelle (36) servant a former des boutons 
(22) dans un tapis anti-poussiere (10) double* 
d'une matiere caoutchouteuse ou analogue au 
caoutchouc, comprenant une longueur d'une 
matiere de silicone ou analogue au silicone 
ayant deux bords longitudinaux et ayant une 
surface horizontale dans laquelle est formed 
une se>ie de perforations, caracteMse" en ce 
que la distance entre les bords longitudinaux 



Kissens (36) biegen und noppenfreie Randab- 15 
schnitte (38) von einer Dicke grbBer als der 
Hauptteil des kautschukShn lichen Materials 
(20) bilden, und die genannte kautschukahnli- 
che Unterlage (20) Uber wenigstens zwei der 
Rander der genannten Polfaser-Oberseite (14, 20 
16) hinausragt. 

Verfahren nach Anspruch 5, bet dem die 
Schichtstruktur vor dem Einlaufen in die Form- 
teilpresse (32) vorgewarmt (30) wird. 25 

Verfahren zum Herstellen einer mit Noppen 
versehenen einteiligen FuBmatte (10), umfas- 
send die Arbeitsschritte: Auflegen eines perfo- 
rierten Kissens (36) aus Silikon oder silikon- 30 
ahnlichem Werkstoff, das Perforationen auf- 
weist, auf ein Transportband (27), Auflegen ei- 
nes Kautschuk- oder kautschukahn lichen Un- 
terlagenmaterials (20) auf das silikonahnliche 
Kissen (36), Auflegen eines Polgewebes (14, 35 
16) auf das kautschukahnliche Unterlagenma- 
terial (20), derart, daB eine Schichtstruktur ge- 
bildet wird, Verbringen der Schichtstruktur in 
eine beheizte Formteilpresse (32), Zuftlhren 
von WSrme und AusUben von Druck auf die 40 
Schichtstruktur, derart, daB die kautschukahnli- 
che Unterlage (20) an das Polgewebe (14, 16) 
anvulkanisiert wird und das kautschukahnliche 
Material (20) durch die Perforationen im sili- 
konShnlichen Kissen zur Ausbildung von Nop- 45 
pen (22) gepreBt wird, und Abstreifen der vul- 
kanisierten FuBmatte (10) vom Forderband (27) 
und vom silikonahnlichen Kissen (36), dadurch 
gekennzeichnet, daB das silikonahnliche Kis- 
sen (36) von kleinerer Breite als die angestreb- so 
te FuBmatte (10) ist, wobei die Langsrander 
des silikonahnlichen Kissens (36) zur Schaf- 
fung einer schragen Unterseite an ihnen unter 
einem Winkel beschnitten sind, und daB das 
kautschukahnliche Unterlagenmaterial (20) auf 55 
das silikonahnliche Kissen (36) in der Weise 
aufgelegt wird, daB seine Rander Uber die 
Langsrander des silikonahnlichen Kissens (36) 



10 8. Verfahren nach Anspruch 7, bei dem die 
Schichtstruktur vor dem ZufUhren in die Form- 
teilpresse (32) vorgewarmt (30) wird. 
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de la semelle (36) est infedeure a la distance 
entre ies bords longitudinaux du tapis (10) a 
former, et en ce que ladite semelle (36) est 
tailled le long desdits bords longitudinaux en 
formant un angle (42) d'entre 10 • et 25 • 5 
avec ladite surface horizontale de maniere a 
donner naissance a une surface infedeure in- 
clined le long desdits bords longitudinaux. 

Semelle (36) selon la revendication 3, dans io 
laquelle ledit angle est d'environ 20 * . 

Procede* pour former un tapis anti-poussiere 
unitaire (10) ayant une surface supeVieure (14, 
16) faite de fibres de poil et un doublage (20) is 
en matiere caoutchouteuse ou analogue au 
caoutchouc, qui comprend Ies phases consis- 
tent a : placer un semelle en silicone ou matie- 
re (36) analogue au silicone, perforce sur la 
surface d'une courroie transporteuse (27), pla- 20 
cer une bande de matiere caoutchouteuse ou 
analogue au caoutchouc (20) au-dessus de la 
semelle (36) de matiere analogue au silicone, 
placer une couche de tissu a poil (14, 16) sur 
la matiere (20) analogue au caoutchouc, pour 25 
former une structure multicouche, faire entrer 
la structure multicouche dans une machine a 
mouler (32) a presse chauffante, appliquer une 
pression a la structure multicouche dans la 
machine a mouler a presse (32) pour vulcani- 50 
ser la matiere (20) analogue au caoutchouc et 
contraindre la matiere (20) analogue au caout- 
chouc a passer a travers Ies perforations de la 
semelle (36) en matiere analogue au silicone, 
pour former des boutons (22), faire avancer la 35 
structure multicouche vulcanised et collie a un 
poste de separation (34) situe* a I'extedeur de 
la machine a mouler a presse (32) et sparer 
la structure composite de la courroie transpor- 
teuse (27) et de la semelle (36) en matiere 40 
analogue au silicone, caracteVise* en ce que 
ladite semelle (36) en matiere analogue au 
silicone possede une largeur infeVieure a celle 
du tapis anti-poussiere (10) a obtenir, la bande 
de matiere (20) analogue au caoutchouc 6tant 45 
placed sur la semelle (36) en matiere analogue 
au silicone de telle maniere que ses bords 
longitudinaux recouvrent Ies bords de la se- 
melle (36) en matiere analogue au silicone, la 
vulcanisation de la matiere (20) analogue au so 
caoutchouc amenant en outre Ies bords longi- 
tudinaux de cette matiere a se recourber par 
dessus Ies bords de la semelle (36) de matiere 
analogue au silicone pour former des parties 
bordures (38) d£pourvues de boutons et d'une 55 
plus grande 6paisseur que le corps de la ma- 
tiere (20) analogue au caoutchouc, et ledit dou- 
blage (20) en matiere analogue au caoutchouc 



d^bordant au-dela d'au moins deux des bords 
de ladite surface supedeure a fibres de poil 
(14, 16). 

6. Proc£de' selon la revendication 5, dans lequel 
la structure multicouche est predhauffed (30) 
avant de pede>er dans la machine a mouler a 
presse (32). 

7. Procede" de fabrication d'un tapis anti-poussie- 
re (10) a boutons unitaire qui comprend Ies 
phases consistant a : placer une semelle (36) 
perform, en matiere de silicone ou analogue au 
silicone, predentant des perforations, sur une 
courroie transporteuse (27), placer sur la se- 
melle (36) en matiere analogue au silicone une 
matiere de doublage (20) en matiere caout- 
chouteuse ou analogue au caoutchouc, placer 
un tissu a poil (14, 16) sur la matiere de 
doublage (20) analogue au caoutchouc pour 
former une structure multicouche, placer la 
structure multicouche dans une machine a 
mouler (22) a presse chauffante, appliquer de 
la chaleur et de la pression a la structure 
multicouche pour faire en sorte que le doubla- 
ge (20) en matiere analogue au caoutchouc 
soit assemble* au tissu a poil (14, 16) par 
vulcanisation et que la matiere (20) analogue 
au caoutchouc soit refouled a force a travers 
Ies perforations de la semelle en matiere ana- 
logue au silicone pour former des boutons 
(22), et s€parer ie tapis anti-poussiere (10) 
vulcanise 1 de la courroie transporteuse (27) et 
de la semelle (36) en matiere analogue au 
silicone ; caractedse" en ce que ladite semelle 
(36) en matiere analogue au silicone possede 
une largeur infeVieure a celle du tapis anti- 
poussiere (10) a obtenir, Ies bords longitudi- 
naux de la semelle (36) en matiere analogue 
au silicone £tant tallied selon un angle pour 
former une sous-surface inclined le long de 
ces bords, et en ce que la matiere de doubla- 
ge (20) analogue au caoutchouc est placed sur 
la semelle (36) en matiere analogue au silico- 
ne, de fag on que ses bords ddbordent au-dela 
des bords longitudinaux de la semelle (36) en 
matiere analogue au silicone, la vulcanisation 
du doublage (20) en matiere analogue au 
caoutchouc amenant Ies bords longitudinaux 
de la semelle en matiere analogue au silicone 
a se recourber par dessus sous Taction du 
doublage (20) en matiere analogue au caout- 
chouc pour donner au tapis anti-poussiere des 
bords (38) en caoutchouc d^pourvus de bou- 
tons et qui sont de plus forte gpaisseur que le 
corps de la matiere de doublage en caout- 
chouc (20). 
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& ProcSde* selon la revendication 7, dans lequel 
la structure multicouche est pr6chauff6e (30) 
avant d'etre achemin^e a la machine a mouler 
a presse (32). 
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